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Continuous and scalable 
polymer capsule processing for 
inertial fusion energy target 
shell fabrication using droplet 
microfluidics
Jin Li, Jack Lindley-Start, Adrian Porch & David Barrow
High specification, polymer capsules, to produce inertial fusion energy targets, were continuously 
fabricated using surfactant-free, inertial centralisation, and ultrafast polymerisation, in a scalable 
flow reactor. Laser-driven, inertial confinement fusion depends upon the interaction of high-energy 
lasers and hydrogen isotopes, contained within small, spherical and concentric target shells, causing a 
nuclear fusion reaction at ~150 M°C. Potentially, targets will be consumed at ~1 M per day per reactor, 
demanding a 5000x unit cost reduction to ~$0.20, and is a critical, key challenge. Experimentally, 
double emulsions were used as templates for capsule-shells, and were formed at 20 Hz, on a fluidic chip. 
Droplets were centralised in a dynamic flow, and their shapes both evaluated, and mathematically 
modeled, before subsequent shell solidification. The shells were photo-cured individually, on-the-fly, 
with precisely-actuated, millisecond-length (70 ms), uniform-intensity UV pulses, delivered through 
eight, radially orchestrated light-pipes. The near 100% yield rate of uniform shells had a minimum 
99.0% concentricity and sphericity, and the solidification processing period was significantly reduced, 
over conventional batch methods. The data suggest the new possibility of a continuous, on-the-fly, IFE 
target fabrication process, employing sequential processing operations within a continuous enclosed 
duct system, which may include cryogenic fuel-filling, and shell curing, to produce ready-to-use IFE 
targets.
Inertial fusion energy (IFE) production facilities have been proposed1, 2 based on laser-driven inertial confine-
ment fusion (ICF), and which derive some of their design criteria from the physics explored in stockpile stew-
ardship research facilities, such as the National Ignition Facility in the USA3 and Laser Megajoule in France4. ICF 
depends upon the precise interaction of multiple, powerful lasers and frozen hydrogen isotopes contained within 
small, spherical and concentric target shells, ultimately causing a fusion reaction at ~150 M°C. Commercial fusion 
energy production will require ~1,000,000 fuel targets per day, per reactor vessel, at an estimated 5000x unit cost 
reduction to ~$0.205. One design for viable IFE targets6, 7 (φ 0.5 mm–4 mm), essentially comprise spherical shells 
(50–100 um wall thickness) of a low density (~250 mg/cm3), with interconnected voids (each <1 um diameter), 
with extreme sphericity8 (>99.9%, <50 nm roughness variation), and a high degree of concentricity (>99.0%). 
Within this shell, a precise quantity of smooth (Ra < 1 um RMS), frozen, and homogenous, deuterium-tritium 
matrix is ‘layered’9–12. Target shells have been fabricated manually from a range of low-Z materials (e.g. beryl-
lium, diamond, CH polymer)13–24, and used to explore the concept of inertial confinement fusion with lasers25–28. 
However, current production methods for such targets, are incompatible with the anticipated massive demand 
and unit cost requirement, due to the low yield rate of shells meeting the sphericity and concentricity specifi-
cations, the long fabrication processing times, and subsequent shell quality control characterisation. The very 
extreme morphological, generation and yield rate specifications, have not been met, and hence, the ability to scale 
up target fabrication, remains one of the key challenges for future IFE application.
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Multiphase droplet microfluidics can enable the efficient generation of monodisperse, double emulsion (DE) 
droplets, which could represent ideal templates of the polymeric IFE target shells28–31. However, current droplet 
curing processes are invariably separated from the microfluidic devices, using off-chip, batch methods. Typically, 
the collected DE droplets are left in a flask (or a rotating barrel) containing carrier medium, and the shell phase 
may be cured by photopolymerisation. Ordinarily, the polymer is subject to 8–15% volumetric shrinkage, and 
experiences polymerisation stress during the solidification, which potentially gives rise to huge morpholog-
ical distortions in the shells, when formed around an incompressible liquid mandrel. These issues led to the 
widely-adopted conclusion, that such polymer shells should be cured slowly by a mild process (low polymeri-
sation stress generation, and long relaxation time), to attain a spherical and concentric form. In addition, it has 
been assumed that, the component liquid phases of DE droplets must be density matched32. This is generally 
achieved by using a non-reactive solvent23, so that the inner droplet could be more readily centralised within the 
DE droplet, by hydrodynamic (buoyancy) forces during polymerisation. These stringent conditions, render the 
shell fabrication process, with long fabrication durations (ranging from 60 minutes to several hours)24, relatively 
low yield rates of intact shells17, and polydisperse shell geometrical specifications18. These issues could be due, in 
part, to the heterogeneous polymerisation conditions for DE droplets, within the curing baths employed. It is also 
difficult to determine whether the cured shells result in a rigid final structure, as the high conversion degree of 
polymer occurs when initiated by free-radicals quickly33. Several reviews and publications have written about the 
on-flow fabrication of microparticles using microfluidics devices34–38. However, there has been no clear evaluation 
of the impact of the photocuring conditions, on a moving DE droplet, and the resulting shell geometry, with spe-
cific reference to the extreme sphericity and concentricity requirements for IFE application. Hence, it is difficult 
to identify the critical experimental parameters required for target shell production using channel microfluidics. 
It also limits both, the usage of additional functional components within the polymer, to enhance the mechanical 
properties of shells (e.g. functionalized carbon nanotubes, as shown in our previous work39).
In this paper, we test the notion of a new, continuous, enclosed microreactor-based, IFE target-shell pro-
cessing operation, that has potential to scale up to meet future IFE generation demands. Our current operation 
(Fig. 1A,B) includes three procedures: (i) double emulsion droplet formation, (ii) on-flow double emulsion drop-
let centralisation, and (iii) on-flow ultrafast shell phase polymerisation. We evaluate and optimise each procedure, 
by experiment and numerical modeling, and provide new solutions for the preparation of precursors (no density 
matching processing required), the removal of satellite droplets, and the real-time analysis of double emulsion 
droplet shapes. We also investigate the relative advantages of different illumination regimes for photocuring, and 
compare these using optical microscopy, which although not a high resolution technique, is considered here, as 
Figure 1. On-flow target shells fabrication system. (A) Schematic drawing of the experiment setup. Dotted 
circles 1 and 2 are a T-shaped droplet forming junction, and a ‘bat-wing’ droplet forming junction, respectively. 
(B) Schematic drawing of the on-flow DE droplet detection and UV curing process. (C) Water droplets were 
dispersed in the TMPTA phase at a T-shaped junction (left image). The core-shell shaped, liquid TMPTA 
segments, were sheared-off by the mineral oil flow at a bat-wing junction. (middle image) Monodispersed DE 
droplets flowed in a horizontal outlet tubing (right image). (D) Timesequenced images, show the removal of 
the satellite droplet at the bat-wing junction by merging with a subsequent dispersed phase. The green arrows 
indicate the direction of the mineral oil flow. All the scale bars are 1 mm.
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a suitable comparative methodology. The attained shells attained over 99.0% sphericity and concentricity, at a 
near-100% yield rate.
Results
Monodispersed double emulsion droplet formation with satellite droplets removal. Polymeric 
shells were produced from DE droplets, formed in a planar PTFE microfluidic chip, using pure liquids, without 
density balancing or surfactant additions. As shown in Fig. 1C, deionized water droplets were sheared off by the 
TMPTA flow, at a T-shaped fluidic junction. Then, core-shell shaped segments were dispersed in continuous 
mineral oil flow, at a ‘bat-wing’ junction (Fig. 1D). As this dispersed phase moved through the bat-wing fluidic 
junction40, the continuous phase, mineral oil flow, was confined by the junction structure. As the four, counter 
oil flows (indicated by the green arrows) met at the joint area, a ‘still’ zone was formed. Satellite droplets41, 42 
retained a stationary position within the zone, and advantageously merged with subsequent droplets of dispersed 
phase (Fig. 2D and Movie S1). Two-phase, laminar flow, simulations of droplet formations were conducted, and 
revealed the details of the flow patterns (Fig. S2). This satellite droplet removal mechanism, improved the uni-
formity of the DE droplets, and is important for further on-flow droplet processing. This is because any satellite 
droplets, entering the outlet tubing, will accumulate over time, and interfere with the subsequent droplet detec-
tion and shell photocuring, by either (i) randomly merging and causing greater DE droplet polydispersity, (ii) 
adhering to the outlet tubing wall causing an interruption to the double emulsion flow, or (iii) acting as micros-
cale spherical lenses which could interfere with the detection beam and the curing UV illumination. With the 
fluidic junction configurations, the radius of the DE droplets could be tuned from 350 to 1200 um diameter, by 
changing the inflow rates. Fig. S3 shows that the DE droplets could be produced consistently at up to 20 Hz, with 
2.15% (n = 100) size variation (1.85% @ 7 Hz, n = 100). After the droplet forming junctions, another inlet was 
applied, to pump additional carrier phase mineral oil into the double emulsion. The DE stream was then passed 
to the optofluidic reactor, rising vertically through the LED housing. This verticality maintained droplet migra-
tion along the centerline of the flow, and avoided undesired contact between the DE droplets and the tubing wall.
Figure 2. On-flow DE droplet centralization, detection and shape analysis. (A) Simulated images show that 
the equilibrium states of DE droplet shapes when the droplets are rising in 2 mm wide tubular capillary, with 
the presence of gravity. The states are influenced by the average flow velocity, the size of DE droplet and carrier 
phase velocity. While a ϕ 0.90 mm DE droplet flows in an avg. 8 mm/s laminar flow, carried by 30 mPa*s 
continuous phase, the droplet attains a spherical and concentric form. (B) The charts show the phototransistor 
detection signal readings of the rising DE droplets, which were formed at different rates. The presence of DE 
droplets diverged the red laser light, resulting in decreased incident irradiance on the phototransistor, compared 
to the nominal value obtained with a mineral oil (only) carrier phase flow. The signal shapes change from “W” 
to “V”, indicating different beam transmission situations. This was due to lensing effects from morphologies 
variation of DE droplets, when passing across the detection beam. (C) Simulated on-flow droplet detection 
signal, predicting that concentric DE droplets produce a “W” shaped photo-detector signal, non-concentric DE 
droplets produce a “V” shaped photo-detector signal, the magnitude of which depends upon the size of the DE 
droplet and the water droplet position. Highlighted section of upper image is shown in lower image in more 
detail.
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On-flow DE droplets centralization and shape detection. To fabricate solid polymeric shells with 
high geometry specifications for IFE targets, it is necessary to maximize the sphericity and concentricity of the 
DE droplets before the polymerisation of the shell phase, where the geometry would be fixed. In our experiments, 
since no surfactant was employed, the surface tension at the fluid interfaces, were not reduced, which maintained 
the moving DE droplets as spherical forms. The DE droplet centralisation was achieved in the vertically rising 
laminar flow, by tuning the inflow parameters. We found that several factors, including the flow velocity, the ratio 
of the DE droplet diameter to the capillary width, and the dynamic viscosity of the carrier phase, influenced the 
equilibrium state of the DE droplet shape, in the presence of the gravity. Informed by practical experiments, these 
flow conditions were optimised by subsequent mathematical modeling as shown in Fig. 2A. For a φ 0.9 mm DE 
droplet rising in a φ 2.0 mm tubular duct, its shape attained a spherical and concentric form, since the shear rate 
around the DE droplet is uniformly distributed, without any obvious trend of shape distortion (optimized for 
average linear flow velocity of 8 mm/s, and carrier phase dynamic viscosity of 30 mPa*s).
Separately, a droplet detection tool, which comprised a red laser emitter, a phototransistor and a micropro-
cessor, was used to analyze the DE droplets shapes in real-time, before the photo-curing process. The emitter and 
the phototransistor were placed at the two ends of a φ 1.2 mm horizontal tubular channel, through the geomet-
rical center of the optofluidic reactor (named optical focal point). Figure 2B shows the signal readings from 
the phototransistor, detecting the rising DE droplets, and which were generated at different frequencies from 
the droplet forming junction. From the low to high frequencies, the applied input flow rate combinations were 
0.4/0.1/1.4/80, 0.8/0.2/1.8/80, 1.6/0.4/2.6/80, 3.2/0.8/3.2/100, and 6.4/1.6/4.5/120 (ml/hour) for the deionized 
water/TMPTA/continuous phase mineral oil/carrier phase mineral oil, respectively. As the total input flow rates 
were increased, it was found that the size of the signal decreased, and the shapes of valleys changed from a “W” 
shape to a “V” shape. These phenomena were studied by optical simulations, based on the practical experiments, 
as shown in Fig. 2C. The presence of spherical droplets at the optical focal point, diverge the incident detection 
beams, and form different energy patterns upon the receiving phototransistor. The details of the patterns, espe-
cially in z-axis, are influenced by the size of DE droplet and the variations of water droplet position within it, as 
shown in Fig. S4. When a concentric DE droplet rises vertically through the horizontal detection beam, a “W” 
shaped signal is shown, due to the equal lensing effects at both the polar regions of the DE droplet. In contrast, for 
a non-concentric DE droplet, the signal assumes a “V” shape, which itself depends upon the droplet morphology. 
In the subsequent practical experiments regarding this, the “-offset” conditions of the DE droplets at faster gen-
eration frequencies, can be explained by the reduction of DE droplet size, resulting from the higher shear stress 
of the faster flow at the first T-junction (whilst the water/TMPTA inflow ratio is kept constant). The shapes of 
DE droplets can be evaluated, to some extent, by the phototransistor detection signal, and those DE droplets of 
sufficient concentricity, as indicated by the most pronounced W-shaped phototransistor signal, were selectively 
photo-cured. The precision of this could be enhanced considerably, possibly by using light sheet microscopy, and 
new developments in interferometry.
On-flow UV polymerization of capsule shells. Current batch methodologies are used to slowly, but 
simultaneously, bake many DE IFE shells in a flask. Instead we designed an optofluidic reactor, to precisely pho-
tocure them individually, with programmable LED-actuation, whilst in a continuously flowing stream. This 
optofluidic reactor, comprised eight 365 nm UV light-emitting diodes (LED) as droplet-curing light sources, 
symmetrically mounted around the reactor, and were aligned with internal light pipes for the delivery of illumi-
nation. Preliminary experiments showed that illumination from a casually placed UV light source, led to highly 
non-uniform shells (Fig. S5), which were initially assumed to result from an uneven polymerisation rate over the 
shell phase. To reduce this assumed effect, the arrangement of light pipes within the optofluidic reactor was care-
fully devised by numerical simulation, to achieve a more uniform UV illumination, at its optical focus point. The 
actuation of the LEDs was controlled by the microprocessor, which was coupled to the droplet detector. The time 
of initial droplet detection was defined as, that moment when a consistent phototransistor reading drop, to 97% of 
the (default) pure mineral oil flow value (Fig. 2B, dotted line), and was registered. After a further delay, d (ms), the 
LEDs were temporarily actuated for an exposure duration, T (ms). The delay was applied to allow the droplet to be 
located at the center of the UV irradiation field, before the LEDs actuation (movie S2). We found that, by chang-
ing the value of the delay time d, with changes as low as 1 ms, the attained capsule-shells, surprisingly acquired 
significantly different globular forms. For instance, in one control experiment, concentric DE droplets were pro-
duced by the input flow rate combination of 0.5/0.1/1.4/80 (ml/hour) and flowed to the optofluidic reactor in the 
outlet tubing (inner φ = 2.16 mm). The UV LEDs were operated at their maximum current rating (0.85 A) and 
the exposure duration T, was set at 70 ms (~15 Hz). The delay time d, was the only variable changed, and its value 
was swept from 75 ms to 250 ms through 1 ms steps (∆t = 1 ms). When d equaled to 163 ms, the attained solidi-
fied capsule-shells (avg. outer diameter = 1529 ± 17 um(s.d.), avg inner diameter = 1386 ± 17 um(s.d.), avg. shell 
thickness = 71.64 ± 3.87 um(s.d.), avg. concentricity = 99.47%± 0.25 % (s.d.), avg. sphericity = 99.41%± 0.18% 
(s.d.), n = 50; optical system error = 2.5 um; measurement error = 0.16 um; measurement error was obtained by 
the repeat location and measurement of a single shell for 20 times), had an approximate spherical and concentric 
form, as shown in the central image of Fig. 3A. When d was in the range of 160 ms–162 ms or 164 ms–167 ms, 
unexpectedly, the shells acquired a very pear-shaped format, much like the rest of images in Fig. 3A. For the other 
values of d, the DE droplets did not result in continuous shells at all, but rather with circular openings within 
the resulting shell (inner phase leaking out) or, even cracking on the shells, as shown in Fig. S6. The variations 
in capsule-shell form were considered as the consequence of unequal UV light energy absorption, and resulting 
uneven photopolymerization, within the TMPTA shell.
Simulations of the UV energy distribution upon the DE droplet. To investigate the photocuring 
process, ray trajectories of the UV light into the optofluidic reactor were simulated. With the DE droplet placed at 
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the optical focus point of an eight LED reactor, the light energy distribution resulting from the accumulated UV 
irradiation, was relatively uniform within the shell phase (Fig. 3B-left). The other images show the spatial distribu-
tion of defined light energy densities (E), inside the shell phase, showing their volume ratios relative to the whole 
droplet. The uniformity of light energy within the TMPTA shell phase, was evaluated by the coordinate-based 
data of E, and is shown with the derived probably density functions. As shown in Fig. 3C,D, by moving the drop-
lets away from the optical focal point, along the fluid flow direction (z-axis), the light energy distribution became 
more discretized, and more high energy spots would appear in the shell layer. As a comparison to the use of eight 
LEDs, other UV illumination conditions arising from different LED configurations (e.g. 4 LEDs), exhibited even 
more discretised light energy distributions in the shell phase, as shown in Fig. 3C and the movie S3. In addition, 
during the LEDs actuation period (70 ms), the total amount of UV light energy falling upon the shell layer, was 
a continuously changing quantity (Fig. 3E and movie S4), depending on the precise location of the DE droplet 
within the optofluidic reactor. We know from previous research, that these differences in light energy could result 
in the variation of photopolymerisation rate, within the TMPTA layer43, thereby causing spatially heterogene-
ous, volumetric shrinkage, and polymerisation stresses inside the curing TMPTA shells44. This would, therefore, 
predict the appearance of less spherical and concentric, cured plastic shells, initiated at specific reactor locations, 
where less homogenous illumination conditions prevailed, as shown in Fig. 3A (also in Figs S5 and 6). This is 
particularly the case, given that both the water mandrels and the oil carrier phase are essentially incompressible. 
Hence, in order to fabricate highly spherical and concentric polymer shells through photopolymerisation, the 
incident UV light needs to evenly deliver the photon energy to the entire shell phase matrix, to enable a uniform 
curing process. If the DE droplets are photocured continually, and on-the-fly, very short UV exposure times may 
be necessary to minimize the uneven energy absorption by the moving shell phase from the geometrically fixed, 
curing light sources.
Figure 3. On-flow shell fabrication. (A) Images of the TMPTA capsule-shells, that were UV cured, under 
different delay times, d, between the initial droplet detection and the UV actuation. Scale bar denote 500 
microns. (B) Simulation results of the UV light energy distribution within the shell phase of the φ 1 mm 
concentric and spherical double emulsion droplet, while it is placed at the reactor optical focal point. The right 
four images show the spatial distribution of different light energy densities (E) inside the shell phase, with their 
volume ratios relative to the whole droplet. (C) Probably density functions (n = 12,649 for each curve) of the 
simulated UV light energy densities, within the entire TMPTA shell, for different DE droplet locations, along 
the z-axis, on the centerline of the outlet tubing, as well as different LEDs configurations, indicate the uniformity 
of the UV irradiation upon the DE droplet. (D) Simulated UV light energy distribution upon the DE droplet, 
when it is rising in z-axis (flow direction) for 0.6 mm, during the 70 ms LEDs actuation period. (E) Graph of 
simulated average light energy density in the shell layer, when it is rising in z-axis, during the LEDs actuation 
period.
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Inertial centralization of curing DE droplets in dynamic flow. The polymerisation kinetics of the 
TMPTA with 1 wt% Irgacure 369, both during the actuation of LED, and after its switch-off, was evaluated using 
polymer filled, quartz capillaries inside a ~2.5 GHz microwave resonator. This was to determine, non-invasively, 
any permittivity changes within the polymer, as an indication of the degree of curing. As shown in Fig. 4A, the 
results showed that, with the LED switched on for 5 s, the resonant frequency dropped initially, possibly due to 
the photoinitiator decomposition. The active radicals continuously crosslinked in the post-UV exposure envi-
ronment, and the change in permittivity was almost complete after ~25 s. This indicates that to generate high 
quality polymeric IFE target shells within a continuously flowing stream, the optimal flow conditions required to 
maintain shells in a concentric and spherical form, must be maintained during the entire polymerisation process, 
and not just during photoinitiation.
At the onset of polymer viscosity change, Fig. 4B shows simulated time sequence images of a “-offset” DE 
droplet (at t = 0 s) that has been centralised (at t = 2.3 s), and then maintains that shape, while the dynamic vis-
cosity of TMPTA changes from 122 mPa*s to 107 Pa*s as a ramp function (between t = 2.3 s and t = 3.3 s. The 
Figure 4. Inertial centralization of curing shells and shell evaluations. (A) Microwave resonator frequency 
changes over time, indicating changes in polymer permittivity. Experimental results obtained during 
photopolymerisation of TMPTA+ 1%wt Irgacure 369, held within a quartz capillary, inside the overall 
resonator. The UV LED was switched on for 5 second. (B) Simulated time sequence images of inertial 
centralization of DE droplet. Arrow lines are proportional to magnitude. T = 0s, density map, - offset DE 
droplet; T = 2.3s, shear rate map and viscosity map, centralized DE droplet, the viscosity of TMPTA is 
0.122 mPa*s with inwards stress and symmetrical shear rate inside DE; T = 2.8s, shear rate map, shear rate 
inside DE is zero, while the viscosity is increased to ~0.5*106 Pa*s, T = 3.3s, viscosity map, the increase of 
TMPTA viscosity stopped at 1.0*107 Pa*s and the viscous stress only occurred at the oil/TMPTA interface in 
the normal direction of sphere tangent. T = 4.3s, centralized DE droplet, velocity magnitude map. (C,D) Charts 
of the rank-ordered sphericity and concentricity values, of the TMPTA capsule shells, cured by eight UV LEDs, 
in comparison to the others cured by four LEDs; average sphericity error = 0.17% and average concentricity 
error = 0.18%. (E) Simulated images of φ 2 mm (top row) and φ 4 mm (bottom row) double emulsion droplets 
attain concentric and spherical shape in different flow conditions, for the fabrication of different size IFE target 
shells. (F) Images of the TMPTA capsule shell around the core of deionized water with fluorescein sodium 
salt. Left, dark field image; and right, fluorescent image. (F) Confocal image (number of images = 40, z-axis 
step = 25 um) of TMTPA capsule shell, encapsulating a mixture of deionized water and glycerol, density 
matched to the TMPTA phase. All scale bars denote 500 microns.
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dynamic viscosity of TMPTA during curing is about 1*105 Pa*s, at the room temperature gelation point). This 
process indicated that the viscous force of the laminar flow, plus the gravitational force, centralized the mov-
ing DE droplet with symmetrical shear rates. Under these conditions, the total stress incurred at both the fluid 
interfaces, acts inwards, and is evenly distributed to retain the DE droplet sphericity. Given that the uniform UV 
irradiation is rapidly applied to the droplet, the photochemical reaction took place simultaneously throughout 
the entire TMPTA phase. While the TMPTA viscosity significantly increased, the shear rate was reduced to zero, 
and the velocity magnitude became uniform, rather than distributed as Poiseuille flow within the curing DE 
droplet (also shown in Fig. S7). The water mandrel experienced no offset, since the water and TMPTA phase had 
the same linear velocity. The stress at the oil-polymer interface was experienced in the direction of the sphere 
tangent, which was induced by the relative motion of the carrier phase to the curing shell. This also explained the 
visual observation in the practical experiments, that the cured capsules travelled slower than the DE droplets in 
the outlet tubing.
In terms of chemorheology, the ultrafast polymerisation used in our shell generation (70 ms UV pulse), would 
allow rapid propagation of active radicals, with more excess free volume, throughout the TMTPA phase45. This 
would lead to a higher degree of conversion, and hence a more rigid final shell structure, when compared to a 
slow initialisation. With respect to the conversion, the delay in shrinkage from using the faster photoinitiation, 
provides a longer, elastic stress-free state change46 in the developing molecular network, such that the original 
inwards stress at the fluid interfaces of the DE droplet (which tends to minimize the total surface area) constrains 
the direction of volumetric change. In contrast, the expected higher polymerization stress from rapid photoini-
tiation, is unlikely to cause shape deformation, since the TMPTA layer, is of a highly uniform thickness, and the 
stresses are evenly distributed throughout the entire spherical shell. This further indicates the importance of 
polymerisation uniformity, for high-specification polymeric shell fabrication, and that any spatial heterogeneity 
in the photoinitiation conditions, may cause permanent defects (Figs S5 and 6), even if the precursor DE droplets 
have attained the required concentricity and sphericity, before curing. In addition, it is worth noting that the use 
of a surfactant-free, double emulsions templates, may also have contributed to the enhanced concentricity and 
sphericity attained, since not only would surfactants reduce the inwards stress at the fluid interfaces, but they may 
also create concentration/heat gradients that could induce stress variations within the developing polymer molec-
ular network. This could lead to possible shape deformations during the fast polymerisation. A similar argument 
could be laid against the use of additive reagents for density balancing.
The IFE target shell generation method demonstrated, is automated and in relative terms, highly replicable. 
As each of the monodispersed droplets were cured individually, under the same conditions, regular, and rela-
tively spherical. Relatively concentric shells were formed, and the yield rate of contiguous shells, was near 100% 
(n = 1,000). Figure S8 shows images of 25 TMPTA capsule shells, that were fabricated and collected continuously, 
using the methods as described above. A group of control experiments was undertaken, whereby the eight LEDs, 
were replaced by four LEDs, which were positioned perpendicular to the outlet tubing, in order to create an 
optical focal point within the overall optofluidic reactor, but in a square format configuration. The concentricity 
and sphericity of shells attained using four LEDs, (concentricity = 98.43%± 0.62%; sphericity = 98.46%± 0.66%, 
n = 50) were found to have significantly lower values of both, sphericity (P = 6.37*10−19 < 0.05, one-tailed t-test) 
and concentricity (P = 2.10*10−25 < 0.05, one-tailed t-test), than those attained with eight LEDs (concentric-
ity = 99.47%± 0.25%, error = 0.18%; sphericity = 99.41%± 0.18%, error = 0.17%; n = 50), as shown in Fig. 4C,D. 
These results correspond with the more heterogeneous, simulated illumination conditions, as shown in Fig. 3C. 
IFE targets shell specifications, vary between 0.5 mm and 4 mm in diameter. As shown in Fig. 4E, numerical 
simulations showed that both φ 2 mm and φ 4 mm double emulsion droplets, can be attained as spherical and 
concentric shapes, by changing the flow conditions. This indicates the possibility of producing shells for different 
dimensional requirements of the IFE targets, to serve the needs of different ICF reactors, using the on-flow fabri-
cation methodologies presented here. Another group of control experiments were undertaken, by replacing the 
deionized water phase with (1) deionized water with fluorescent dye, and (2) a mixture of glycerol and deionized 
water, such that the inner phase density was matched with the shell phase. As shown in Fig. 4F,G, spherical and 
concentric TMPTA capsule shells, could be fabricated from the DE droplets, that were formed by these solvent 
mixtures, using the same DE droplet centralisation, on-flow detection and curing methods. This indicates that 
using these shell fabrication technique, density matching, may not be as important as others have found in their 
work.
Discussion
The results demonstrate a new microfluidic-based operation, to continuously generate relatively spherical and 
concentric solid polymer capsule-shells for IFE target fabrication. This operation includes three main procedures. 
(I) Monodisperse double emulsion droplets were formed, without satellite droplets, in a planar microfluidic 
device, using surfactant-free templates, at up to 20 Hz. (II) The DE droplets were processed to attain concentric 
and spherical shapes, which were evaluated by a DE droplet detection tool, in a rising Poiseuille flow, before the 
shell solidification. (III) The concentric and spherical droplets, were photopolymerised individually, on-the-fly, by 
programmed, uniform-irradiation, 70 ms-length (~15 Hz) UV pulses, delivered from eight radially orchestrated 
light pipes, within an optofluidic reactor, without manual processing intervention. We found that the flow condi-
tions, the timing and, critically, the uniformity of the light curing, all highly influenced the shell quality attained. 
The resultant ultrafast polymerization (70 ms), not only reduced the fabrication time, but also may improve the 
robustness of the shell, due to the high degree of polymer conversion obtained. The shapes of the attained capsules 
were relatively uniform, with near 100% yield rate, and both the sphericity and concentricity were over 99.0%, as 
measured by optical microscopy, albeit of limited accuracy and resolution for this specific demanding application. 
We also demonstrated by numerical modeling, that this overall method may be applicable to the production of 
shells of up to φ 4 mm, for a wide range of IFE applications.
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One key issue that the results reveals, is the need for rapid, on-the-fly, high-resolution metrology of such 
ICF targets shells, most preferably within ducted, reactor systems. The coordinate-based, optical measurement 
equipment used here, had a system error of ~2.0035 um in the horizontal plane, and 0.5 um in the vertical-plane. 
The average measurement error was ~0.015% for both the sphericity and concentricity, which is insufficient for 
ascertaining the quality of high specification IFE targets shells. But, its use here, although insufficient to give 
precise, absolute dimensions, concerning low mode distortion over the shell surface, did allow the measure-
ment of large numbers of shells, and the relative comparison of sphericity and concentricity, under different 
photo-curing regimes, which was the principle aim of the study. But for future work, much higher resolution 
measurement techniques are needed. Fast and extreme precision metrologies, such as interferometry, atomic 
force microscopy or tomography, have already been used for the characterization of cryogenic IFE target quality, 
and for other associated ICF experiments47–50. But, such metrologies are extremely time consuming and cur-
rently very difficult to scale up for use in mass-fabricated, IFE target, quality control. To solve this issue, further 
fabrication effort is required to enhance the precision uniformity, concentricity, and sphericity of target shells, 
not least in fluid delivery51, in a scalable fabrication process, in order to reduce the actual burden of shell qual-
ity characterisation. Equally, further developments are needed to enable precise, economical and non-invasive 
measurement methods52–55, to achieve rapid, on-line, quantitative data. Despite the limitations mentioned above, 
our work demonstrates that channel based, droplet microfluidics technology, can be applied to IFE target fab-
rication, not only to form monodisperse double emulsion droplets as templates for shell formation, but also for 
shell processing, including both the centralisation of DE droplets and their individual precision curing, which 
are difficult to achieve and automate, using conventional batch methods. Current effort is focused on (i) the 
generation of low-density foam, nanocomposite shells, using multiphase droplet microfluidics, (ii) precision flu-
idic delivery, and (iii) optofluidic reactors offering highly enhanced illumination uniformity and reduced pulse 
duration, to further improve shell quality. Such developments using enclosed, channel-based, fluidic systems, sug-
gest the future possibility of enabling on-the-fly generation of IFE target shells, to include cryogenic permeation 
fuel-filling, and photo-cured, layered shell over-coating, to produce ready-to-use, high specification, IFE targets.
Materials and Methods
Material preparation and experiment setup. The TMPTA (PN 246808) and the inhibitor remover 
(PN 306312), oil red O (PN O0625), fluorescein sodium salt (PN F6377) and glycerol (PN G7893), were pur-
chased from Sigma-Aldrich. After removal of monomethyl ether hydroquinone photo-inhibitor, the TMPTA 
was mixed with 1 wt% Irgacure 369 photoinitiator (BASF, peak absorption spectrum is at 366 nm wavelength), 
at 50 °C using a magnetic stirrer (RCT basic, IKA) for 1 hour, and subsequently kept, and used, in a dark envi-
ronment. Deionized water, TMPTA, and mineral oil (PN M8410 Sigma-Aldrich) were degasified in a vacuum 
oven (Heraeus vacutherm, Kelvitron) before use. All the liquid phases were loaded into gas-tight, glass syringes 
(SGE Analytical Science) and injected into the microfluidic devices, through inlet TFE Teflon tubing (1.58 mm 
od, 0.8 mm id, SUPELCO) using displacement syringe pumps (789200 L, KD Scientific) to form DE droplets. The 
microfluidic channel configurations were machined on circular PTFE disks (50 mm diameter, 6 mm thickness) 
with a CNC milling machine (ProtoMat C30, LPKF), and the resultant surface roughness (Ra) measured using 
a VECCO NT3300 white-light interferometer, as 2 um. The disk was covered with a film of FEP (0.30 mm thick-
ness, Goodfellows, UK) and sealed mechanically within stainless steel manifolds resulting in an enclosed fluidic 
channel system. The outlet Teflon tubing (3.2 mm od, 1.5 mm id, SUPELCO) passed vertically through the center 
of a LED housing, from the bottom, and its output placed in a glass container pre-filled with mineral oil. The 
LED housing of was made of powdered nylon (EOS, PA2200) and printed by a SLS 3D printer (EOS, P700). The 
365 nm-wavelength UV LEDs (LZ1-00UV00, LED ENGIN) were symmetrically attached to the housing with 
rear-mounted heat sinks. All the LEDs were serially connected and powered with 0.85 A by Agilent E3633A DC 
power supplies. Activation of the UV LEDs was controlled by a microprocessor (Arduino Micro), coupled with a 
phototransistor (TEPT5700 110 InfraRed + Visible light, Vishay) that received 650–660 nm wavelength light from 
a red laser emitter (TLP-3200, TOSHIN CO., LTD).
The photocuring process of DE droplets were actuated after a consistent DE flow was observed inside the out-
let tubing. The TMPTA capsule-shells were collected after the consistent flow was observed inside the outlet tub-
ing. The TMPTA capsule-shells were measured in a petri dish filled with mineral oil. The TMPTA capsule-shells 
were washed and kept in acetone in a dark environment.
Measurement. Real-time video was recorded to study the formation of the DE droplets using a high-speed 
camera (MS40KD2C1, Mega-speed) mounted on a Nikon AZ100 microscope. DE droplet formation frequen-
cies at the bat-wing junction were obtained from the average value of the interval (n = 30) between the adjacent 
droplets breakup for each input flow rate combinations. Dimensional images of the DE droplets and the cured 
TMPTA capsule shells were captured using a Nikon MM-800 measurement microscope and analyzed with Nikon 
NIS-elements D 3.2 software. The sphericity and concentricity of the capsules were calculated with the following 
equations:
=
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⎜⎜⎜⎜
−
− ⎞
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where Dmax, Dmin, and Davg avg are the maximum, minimum, average capsule diameter, respectively, and derived 
from the measurement software; doffset is the distance between the center of the outer circle and the center of the 
inner circle, of the capsule-shell.
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Simulations. COMSOL Multiphysics (version 5.2), laminar flow modules were used to simulate the TMPTA 
droplet breakup in mineral oil at the bat-wing junction, informed by the practical experiments. COMSOL 
Multiphysics (version 5.2), ray optics module was used to simulate the DE droplet detection, and the accumulated 
UV light energy distribution at the center of the optofluidic reactor by eight LEDs. Air, PTFE (tubing), mineral 
oil, liquid TMPTA, and water domains, and the reactor 3D model geometry, were defined as the practical exper-
iment. UV rays was released at t = 0, to the eight light pipes (57,600 rays per light pipe, with total power 1.62E-3 
W) at 45 degrees with the horizontal plane, to the optical focal point, using a 70-degree conical optical trajectory, 
as obtained from the LED optical characteristics datasheet. The developments of modeling were discussed and 
verified with COMSOL Multiphysics supporting team.
Data and materials availability. All data needed to evaluate the conclusion in the manuscripts are present 
in the paper and/or the Supplementary Materials. Additional data related to this paper may be requested from 
the authors.
References
 1. Dunne, M. A. High-power laser fusion facility for Europe. Nature Physics 2, 2–5 (2006).
 2. Atzeni, S., Schiavi, A., Honrubia, J. J., Ribeyre, X. & Schurtz, G. Fast ignitor target studies for the HiPER projecta. Physics of Plasmas 
15, 056311 (2008).
 3. Moses, E. I., Miller, G. H. & Wuest, C. R. The national ignition facility: enabling fusion ignition for the 21st century. Nuclear Fusion 
44, 228–238 (2004).
 4. Fleurot, N., Cavailler, C. & Bourgade, J. L. The Laser Megajoule (LMJ) Project dedicated to inertial confinement fusion: Development 
and construction status. Fusion Engineering and Design 74, 147–54 (2005).
 5. Goodin, D. T., Alexander, N. B., Besenbruch, G. E., Bozek, A. S. & Brown, L. C. Developing a commercial production process for 500 
000 targets per day: a key challenge for inertial fusion energy. Physics of Plasmas 13, 056305 (2006).
 6. Paguio, R. R. et al. Fabrication capabilities for spherical foam targets used in ICF experiments. In Fusion engineering, Twenty-First 
IEEE/NPS Symposium, IEEE, 1–5 (2005).
 7. Paguio, R. R. et al. Development and fabrication of NIF-scale resorcinol formaldehyde foam shells for ICF experiments. Fusion 
science and technology 59, 199–204 (2011).
 8. Paguio, R. R. et al. Improvements on permeation GDP coatings for resorcinol formaldehyde foam shells for cryogenic experiments 
on OMEGA. Fusion science and technology 55, 450–455 (2009).
 9. Schultz, K. R. Inertial Fusion Target Development. Fusion Engineering 1, 116–123 (1995).
 10. Sethian, J. D., Colombant, D. G., Giulianni, J. L., Lehmberg, R. H. & Myers, M. C. The science and technologies for fusion energy 
with lasers and direct-drive targets. IEEE Transactions on Plasma Science 38, 690–703 (2010).
 11. Lindl, J. Development of the indirect-drive approach to inertial confinement fusion and the target physics basis for ignition and gain. 
Physics of Plasmas 2, 3933–4024 (1995).
 12. Frederick, C. A. et al. Controlling the pore size and gelation time of resorcinol formaldehyde foam for fabrication of direct drive 
targets for ICF experiments. Fusion science and technology 49, 657–662 (2006).
 13. Qiu, L. H., Fu, Y. B., Tang, Y. J., Wei, Y. & Zheng, Y. M. Hollow glass microsphere production for laser direct-driven fusion targets on 
Shen Guang II. Science in China Series A: Mathematics 45, 371–377 (2002).
 14. Cook, B., Letts, S., Nikroo, A., Nobile, A. & McElfresh, M. I. Technical Report UCRL_TR-208476, Preliminary evaluation of 
techniques to fabricate beryllium polyimide and Gedopod CH/CD ablator materials (Lawrence Livermore National Laboratory 
2004).
 15. Hund, J. F., Paguio, R. R., Frederick, C. A., Nikroo, A. & Thi, M. Silica, Metal oxide, and doped aerogel development for target 
applications. Fusion Science and Technology 49, 669–675 (2006).
 16. Biener, J., Ho, D. D., Wild, C., Woerner, E. & Biener, M. M. Diamond spheres for inertial confinement fusion. Nuclear Fusion 49, 
1120–1121 (2009).
 17. Peng, H., Xu, Z., Chen, S., Zhang, Z. & Li, B. An easily assembled double T-shape microfluidic devices for the preparation of 
submillimeter-sized polyacronitrile (PAN) microbubbles and polystyrene (PS) double emulsions. Colloids and Surfaces A: 
Physicochemical and Engineering Aspects 468, 271–279 (2015).
 18. Paguio, R. R., Takagi, M., Thi, M., Hund, J. F. & Nikroo, A. Improving the wall uniformity of resorcinol formaldehyde foam shells by 
modifying emulsion components. Fusion science and technology 51, 682–687 (2007).
 19. Li, H., Liao, Q., Dai, Y., Wang, F. & Wang, H. Fabrication and characterization of millimeter-scale translucent La2O3-doped Al2O3 
ceramic hollow spheres. Materials Research Bulletin 76, 311–316 (2016).
 20. Paguio, R. R., Paguio, S. P., Frederick, C. A., Nikroo, A. & Acenas, O. Improving the yield of target quality OMEGA size PAMS 
mandrels by modifying emulsion. Fusion science and technology 49, 743–749 (2006).
 21. Paguio, R. R., Nikroo, A., Takagi, M. & Acenas, O. Fabrication and overcoating of divinylbenzene foam shells using dual initiators. 
Journal of applied polymer science 101, 2523–2529 (2006).
 22. Paguio, R. R., Saito, K. M., Hund, J. F. & Jimenez, R. M. Synthesis of resorcinol formaldehyde aerogel using UV photo-initiators for 
inertial confinement fusion experiments. In MRS Proceedings 1306, mrsf10–1306 (2011).
 23. Bi, Y., Li, Z., Wang, N. & Zhang, L. Preparation and characterization of UV/thermal dual-curable polyurethane acrylate adhesive for 
inertial confinement fusion experiment. International Journal of Adhesion and Adhesives 66, 9–14 (2016).
 24. Yang, Y., Luo, X., Li, Z., Wang, J. & Wei, Z. Fabrication by photoinitiated polymerization and characterization of millimeter‐size poly 
(divinyl benzene) hollow foam shells. Journal of Applied Polymer Science 132, 41625 (2015).
 25. Sawada, H. et al. Diagnosing laser-driven, shock-heated foam target with Al absorption spectroscopy on OMEGA EP. High energy 
density physics 8, 180–183 (2012).
 26. Li, C. K. et al. Impeding hohlraum plasma stagnation in inertial-confinement fusion. Physical review letters 108, 025001 (2012).
 27. Li, C. K. et al. Proton imaging of hohlraum plasma stagnation in inertial-confinement-fusion experiments. Nuclear fusion 53, 
073022 (2013).
 28. Sethian, J. D. et al. The science and techonologies for fusion energy with lasers and direct-drive targets. IEEE Transactions on Plasma 
Science 38, 690–703 (2010).
 29. Shao, T., Feng, X., Jin, Y. & Cheng, Y. Controlled production of double emulsions in dual-coaxial capillaries device for millimeter-
scale hollow polymer spheres. Chemical Engineering Science 104, 55–63 (2013).
 30. Jeong, W. J. et al. Continuous fabrication of biocatalyst immobilized microparticles using photopolymerization and immiscible 
liquids in microfluidic systems. Langmuir 21, 3738–41 (2005).
 31. Dendukuri, D., Pregibon, D. C., Collins, J., Hatton, T. A. & Doyle, P. S. Continuous-flow lithography for high-throughput 
microparticle synthesis. Nature materials 5, 365–9 (2006).
 32. McQuillan, B. W. & Greenwood, A. Microencapsulation process factors which influence the sphericity of 1 mm od poly (alpha-
methylstyrene) shells for ICF. FUSION Technology-Illinois 35, 194–197 (1999).
www.nature.com/scientificreports/
10SCIENTIFIC REPORTS | 7:        | DOI:10.1038/s41598-017-06746-3
 33. Ferracane, J. L. Correlation between hardness and degree of conversion during the setting reaction of unfilled dental restorative 
resins. Dental Materials 1, 11–14 (1985).
 34. Xu, Q. et al. Preparation of monodisperse biodegradable polymer microparticles using a microfluidic flow-focusing device for 
controlled drug delivery. Small 5, 1575–81 (2009).
 35. Montazeri, L., Bonakdar, S., Taghipoor, M., Renaud, P. & Baharvand, H. Modification of PDMS to fabricate PLGA microparticles by 
a double emulsion method in a single microfluidic device. Lab on a Chip 16, 2596–2600 (2016).
 36. Takagi, M., Norimatsu, T., Yamanaka, T. & Nakai, S. Development of deuterated polystyrene shells for laser fusion by means of a 
density‐matched emulsion method. Journal of Vacuum Science & Technology A 9, 2145–2148 (1991).
 37. Tucker-Schwartz, A. K., Bei, Z., Garrell, R. L. & Jones, T. B. Polymerization of electric field-centered double emulsion droplets to 
create polyacrylate shells. Langmuir 26, 18606–18611 (2010).
 38. Nisisako, T. & Torii, T. Formation of biphasic Janus droplets in a microfabricated channel for the synthesis of shape-controlled 
polymer microparticles. Advanced Materials 19, 1489–93 (2007).
 39. Li, J. & Barrow, D. A. Rapid and precision mass replication of inertial fusion energy targets with multiphase microfluidics. In 18th 
International Conference on Miniaturized Systems for Chemistry and Life Sciences, MicroTAS2014, 1253–1255 (2014).
 40. Li, J. & Barrow, D. A. Microfluidic encapsulation of droplet assemblies. In 18th Internaitional Conference on Miniaturized Systems for 
Chemistry and Life Science, MicroTAS2014, 370–372 (2014).
 41. Stone, H. A. Dynamics of drop deformation and breakup in viscous fluids. Annual Review of Fluid Mechanics 26, 65–102 (1994).
 42. Tan, Y. C. & Lee, A. P. Microfluidic separation of satellite droplets as the basis of a monodispersed micron and submicron 
emulsification system. Lab on a chip 5, 1178–1183 (2005).
 43. Barros, G. K., Aguiar, F. H., Santos, A. J. & Lovadino, J. R. Effect of different intensity light curing modes on microleakage of two 
resin composite restorations. Operative dentistry-university of Washington 28, 642–646 (2003).
 44. Yamamoto, T., Ferracane, J. L., Sakaguchi, R. L. & Swain, M. V. Calculation of contraction stresses in dental composites by analysis 
of crack propagation in the matrix surrounding a cavity. Dental materials 25, 543–550 (2009).
 45. Randolph, L. D. et al. Ultra-fast light-curing resin composite with increased conversion and reduced monomer elution. Dental 
Materials 30, 594–604 (2014).
 46. O’Neal, D. J. Cure induced stress generation and viscoelasticity in polymer coatings. Doctoral dissertation, university of Minnesota 
(2010).
 47. Aleksandrova, I. V. et al. Progress in the development of tomographic information-processing methods for application to ICF target 
characterization. Fusion science and technology 38, 190–205 (2000).
 48. Leach, R. R. et al. Image processing methods for characterizing cryogenic target quality during ice layer formation at the National 
Igniton Facility (NIF). In SPIE LASE, International Society for Optics and Photonics, 86020H–86020H (2013).
 49. Leach, R. R. et al. Analysis of the Advanced Radiographic Capability (ARC) at the Naitonal Ignition Facility. In SPIE Optical 
Engineering+ Applications, International society for Optics and Photonics, 92161Q–92161Q (2014).
 50. Leach, R. R. et al. Alignment mask design and image processing for the Advanced Radiographic Capability (ARC) at the National 
Ignition Facility. In SPIE Optical Engineering+ Applications, International Socieity for Optics and Photonics, 959819–959819 (2015).
 51. Li, Z., Mak, S. Y., Sauret, A. & Shum, H. C. Syringe-pump-induced fluctuation in all-aqueous microfluidic system implications for 
flow rate accuracy. Lab on a Chip 14, 744–9 (2014).
 52. Antipa, N. A. et al. Automated ICF capsule characterization using confocal surface profilometry. Fusion Science and Technology 63, 
151–159 (2013).
 53. McKee, C., Culshaw, B. & Leach, R. Laser ultrasound measurement of diaphragm thickness, Young’s modulus and Poisson’s ration 
in a MEMS device. IEEE Journal of selected topics in quantum electronics 2635518 (2016).
 54. Su, R., Wang, Y., Coupland, J. & Leach, R. On tilt and curvature dependent errors and the calibration of coherence scanning 
interferometry. Optics Express 25, 3297–3310 (2017).
 55. Sims-Waterhouse, D., Piano, S. & Leach, R. Verification of micro-scale photogrammetry for smooth three-dimensional object 
measurement. Measurement Science and Technology 28, 055010 (2017).
Acknowledgements
This project was partially supported by the National Research Network Wales for advanced engineering and 
materials (NRN097), funded by the Higher Education Funding Council for Wales and the Welsh Government.
Author Contributions
J. Li and D. Barrow designed the experiment. J. Li did the microfluidics experiment and photocuring experiment. 
J. Lindley-Start contributed to the photocuring experiment. J. Li did the CFD and optics simulations. J. Li and 
D. Barrow wrote the paper. A. Porch contributed to the microwave cavity experiment. All authors reviewed the 
manuscript.
Additional Information
Supplementary information accompanies this paper at doi:10.1038/s41598-017-06746-3
Competing Interests: The authors declare that they have no competing interests.
Publisher's note: Springer Nature remains neutral with regard to jurisdictional claims in published maps and 
institutional affiliations.
Open Access This article is licensed under a Creative Commons Attribution 4.0 International 
License, which permits use, sharing, adaptation, distribution and reproduction in any medium or 
format, as long as you give appropriate credit to the original author(s) and the source, provide a link to the Cre-
ative Commons license, and indicate if changes were made. The images or other third party material in this 
article are included in the article’s Creative Commons license, unless indicated otherwise in a credit line to the 
material. If material is not included in the article’s Creative Commons license and your intended use is not per-
mitted by statutory regulation or exceeds the permitted use, you will need to obtain permission directly from the 
copyright holder. To view a copy of this license, visit http://creativecommons.org/licenses/by/4.0/.
 
© The Author(s) 2017
